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CONVEYING MEANS FOR EXTRUSION
PROFILES

This application is a continuation-in-part of Ser. No.
096,681, filed Nov. 23, 1979, now abandoned.

BRIEF DESCRIPTION OF THE PRIOR ART

The present invention relates to a conveying means
for extrusion profiles, in particular of non-ferrous metal,
from the runout conveyor of an extruder in a direction
transversely of the longitudinal extension of the extru-
sion profiles to stations of further processing.

Immediately after pressing and severing from the
press die extrusion profiles of non-ferrous metals, in
particular aluminum alloys, must be lifted laterally from
the runout conveyor and placed on the cooling table.
On the cooling table they are then to be transported
stepwise at the press cycle toward the drawing bench
where they are oriented by drawing.

The lifting from the runout conveyor and transfer-
ring to the cooling table as well as the further transport
must be effected while the extrusion profiles are still
hot, a condition at which their surface is particularly
sensitive to damage.

After the drawing, the extrusion profiles must be
aligned and arranged in dense piles, i.e. closely together
in order to be cut at right angles upon transfer to the
saw roller bed.

Normally, in the area between the runout conveyor
and the drawing bench, separately driven lifters are
provided which lift the extrusion profiles at a certain
angle from the runout conveyor, transfer them laterally
and place them on the cooling table. There the extru-
sion profiles are then conveyed further by lifting beams
in steps of 30 to 50 mm in correspondence with the
operating cycle of the press. In placing the profiles
manually in the drawing bench they are partly dragged
over the beams of the cooling table.

With this manner of operation necessitated by the
structure of the known means the surface of the hot

- profiles becomes damaged. Furthermore, it is not possi-
ble to run such a plant without operators at the drawing
bench.

In the area between the drawing bench and the saw
roller bed usually single or multipart conveyor belts or
lifting beams or a combination of lifting beams and
transmission arms are used. If conveyor belts are pro-
vided, there is no possibility of positioning, transporting
and transferring the drawn extrusion profiles to the saw
roller bed in sufficiently straight alignment so that dis-
turbances are the result during the further processing.
Furthermore, the extrusion profiles cannot be packed in
sufficiently dense piles by the known apparatus, a fact
which likewise does not contribute to facilitating the
subsequent work.

The provision of lifting beams has the disadvantage
that the transport can be effected only in constant steps,
a fact which limits the transfer speed to 1 to 2 m/min in
accordance with the respective size of the extrusion
profiles. Furthermore, this tends to cause damages and
makes it impossible to produce dense piles of extrusion
profiles of random width because of the constant gradu-
ation of the conveying steps.

SUMMARY OF THE INVENTION

It is the object of the present invention to provide a
means of the kind specified initially which does not

: 2
have the disadvantages mentioned and permits simple,
automatic transportation without any damage of the
extrusion profiles from the runout conveyor of an ex-
truder to stations of further processing.
To meet this object it is provided in a means of the

- kind specified initially that transfer beams oriented in
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conveying direction are provided which are designed
for effecting lifting and lowering as well as transfer
motions in and opposite to the conveying direction and
which are adapted to be driven, said motions being
controllable as to path length and/or sequence in time
and duration, if desired, according to a predetermined
operating program for the individual motions.

The transfer beams according to the invention thus
effect a combined lifting and transferring motion by
means of which they carry out all the functions of trans-
portation, namely lifting the extrusion profiles from the
runout conveyor, transferring them transversely of the
runout conveyor, placing them down at the processing
station and, if desired, lifting them from the processing
station and transferring them for further transportation
to one or more further processing stations, and effecting
all this automatically and without any damage.

Preferably, the beams or arms which are disposed on
the same are adapted to be driven in synchronism by
means of common shafts in steps of movement of infi-
nitely variable path length in lifting and/or transfer
direction.

In an advantageous embodiment of the invention the
transfer beams comprise a lift member and a transfer
member, guided for displacement on the lift member,
and separate drives, in particular pressure fluid cylin-
ders for the lift member and the transfer member.

The invention can be used with particularly great
advantage in a means comprising a cooling table, a
drawing bench, a piling table, and a saw rolier bed
disposed side by, side and parallel to the runout con-
veyor, the cooling table and piling table each being
constituted by fixed beams oriented in conveying direc-
tion. In this context it is convenient to have a first group
of transfer beams disposed between the fixed beams of
the cooling table and a second group of transfer beams
disposed between the fixed beams of the piling table.

The transfer beams of the first and second groups
each are sub-divided into a lift member and a transfer
member guided for displacement on the same. Yet ad-
vantageously, arms of different design and function are
associated with the transfer beams of the first group,
while the transfer beams of the second group have no
such arms. Preferably, the lift members of the transfer
beams of the first group thus comprise lifters at the
runout conveyor end which are movable in the direc-
tion toward the runout conveyor and follow the lifting
movements of the lift member and adapted to be recip-
rocated into and out of the runout conveyor by means
of a separate drive. All lifters may be designed to be
driven in synchronism by a common shaft. Further-
more, the transfer members of the transfer beams of the
first group may comprise extension arms at the drawing
bench end which are extensible in the direction toward
the drawing bench. These extension arms serve to trans-
mit the extrusion profiles from the cooling table to the
drawing bench. The need be extended only if the draw-
ing bench is run without any operators.

The transfer path length of the transfer beams is se-
lected in accordance with the fact whether only step-
wise further transportation or transfer from the cooling
table to the drawing bench as well is desired. -
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Preferably, the fixed beams of the cooling table are
provided at the drawing bench side with extension arms
which are extensible in the conveying direction and the
free ends of which may be supported on the fixed beams
of the piling table for reasons of stability. Extension
arms which are extensible opposite to the conveying

direction may be provided at the drawing bench end of '

the fixed beams of the piling table.

The extension arms at the cooling table and the exten-
sion arms at the piling table permit automatic continu-
ous transportation of the extrusion profiles from the
cooling table into the area of the drawing bench and
from the drawing bench to the piling table.

Instead of having extension arms it is also possible to
provide transmission arms designed like the lifters at the
transfer members at the drawing bench end. In this
event the transfer beams carry out only the stroke
which is required for the stepwise transport of the ex-
trusion profiles on the cooling bed. The transmission
arms then effect the transfer to the drawing bench,
independently of the transfer beams. The course of
movement during this transmission is opposite to that of
the lifters.

Also the extension arms of the second group of trans-
fer beams and the transmission arms of the first group of
transfer beams at the drawing bench end may be driven
in synchronism by common shafts.

BRIEF DESCRIPTION OF THE DRAWINGS

The invention will be described further, by way of
example, with reference to the accompanying drawings,
in which:

FIG. 1is a top view of an arrangement comprising
the runout conveyor of an extruder, a cooling table, a
drawing bench, a piling table, and a saw roller bed with
a means according to the invention;

FIGS. 2z to 2e are sectional elevations along line
II—II of FIG. 1, showing individual operating steps
when applying the invention according to FIG. 1;

FIG. 3 is a diagrammatic presentation of a drive for
the lift member of a transfer beam of the means accord-
ing to FIGS. 1 and 2;

FIG. 4 is a diagrammatic presentation of a drive for
the transfer member of a transfer beam according to
FIGS. 1 and 2;

FIG. § is a sectional elevation along line V—V of
FIG. 4, on an enlarged scale, showing further details;

FIGS. 64, are top views reversed relative to FIG. 1
showing the structural parts of the cooling table be-
tween the centerlines of the runout conveyor and the
drawing bench more in detail, wherein a transfer beam
arrangement is shown in lowered position in FIG. 6b.
and in a lifted position in FIG. 6a;

FIG. 7a is a sectional elevation along the line A—A
in FIG. 6a showing the transfer beam arrangement in a
lifted position additionally;

FIG. 7b is a sectional elevation along the line B—B in
FIG. 6a showing the transfer beam arrangement in a
lowered position and separate drive means for lifters
and transfer beams;

FIGS. 8a and 8b are sectional elevations, respectively
through the drive means shown in FIG. 7b taken along
lines C—C and D—D, respectively, in FIG. 7b at en-
larged scale, such drive means being altered with re-
spect to the drive means shown in FIG. 3 to 5;

FIGS. 9a,b are top views reversed relative FIG. 1
showing the structural parts of the piling table between
the center lines of the drawing bench and the saw roller
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4

bed, wherein a transfer beam arrangement is shown in
lowered; retracted position in FIG. 92 and in a lifted,

‘extended position in FIG. 9b;

FIG. 10q is a sectional elevation along the line E—E
in FIG. 9 showing the transfer beam arrangement in the
lowered retracted position;

FIG. 105 is a sectional elevation along the line F—F
in FIG. 9 showing the transfer beam arrangement in the
lifted, extended position.

DETAILED DESCRIPTION

The means shown in general in FIGS. 1 and 2q to 2¢
is arranged beside a runout conveyor 1 of an extruder
(not shown) for extrusion profiles of aluminum alloys
and serves for transportation of the extrusion profiles
from the runout conveyor 1 to a cooling table desig-
nated in general by reference numeral 2, and from the
cooling table to a drawing bench 3, from the drawing
bench to a piling table 4, and from the piling table to a
saw roller bed 5.

All these devices 2 to 5 are disposed parallel to the
runout conveyor 1.

The cooling table 2 comprises fixed beams 21 which
are arranged at a spacing b between beams and com-
prise extension arms 22 at their ends facing the drawing
bench, said extension arms being extensible in convey-
ing direction T. When extended, the extension arms 22
bridge the area of the drawing bench 3 and are sup-
ported by their free ends on the piling table 4.

Adjacent the fixed beams 21 the cooling table 2 is
provided with transfer beam means 23. These transfer
beam means 23 comprise a lift member 24 (FIGS. 3,6,7)
and a transfer member 25 guided for displacement in the
same, each of these members being provided with its
own drive to be explained in greater detail below. The
transfer members 25 of the beams 23 of which only two
are shown in FIG. 1 are adapted to move through a
transfer path V3. The beams effect a stroke H; (FIGS.
2d and 7) by means of which the transfer members are
moved between a plane below the plane of the runout
conveyor 1 and a plane above the plane of the runout
conveyor 1. At their ends facing the runout conveyor
the lift members 24 of the transfer beams carry lifters 26
with a common transfer drive by means of which the
lifters 26 may be moved (in a constant horizontal stroke
Ve as seen in FIGS. 2d, 6a). into the area of the runout
conveyor 1. As the lifters 26 are disposed at the left
hand end (FIGS. 1 and 2) of lift mebers 24 of the trans-
fer beams 23 they follow the vertical lifting movement
according to stroke H; but not necessarily the horizon-
tal transfer movement according to variable transfer
path V3 of the transfer members (FIGS. 25,6b).

At their ends facing the drawing bench the transfer
members 25 of the transfer beams carry extensible ex-
tension arms 27 which are extensible into the area of the
drawing bench and serve to transmit the extrusion pro-
files S (FIGS. 2a to 2e) to the drawing bench 3. Trans-
mission is effected only when the extension arms 27 are
extended, by stroke V27 (FIG. 6a) into the area of the
drawing bench 3, and this is required only if the draw-
ing bench is run without any operators. The transfer
path V; of the transfer member 25 is infinitely variable
in length, depending on whether stepwise further trans-
port or transmission as well are desired. It is also possi-
ble to replace the extension arms 27 by transmission
arms 27’ of the same design as the lifters 26. Yet these
are driven at the opposite course of movement. In this
event the transfer member 25 cover only the path re-
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quired for stepwise conveyance of the extrusion profiles
on the cooling bed 2, (as will be described below)
whereas the transmission is made exclusively by the
transmission arms 27'.

The piling table 4 comprises a second group of fixed
beams 41. These fixed beams 41 are likewise positioned
at a spacing f between the individual beams which may
correspond to the spacing b between the fixed beams 21
in the cooling table area. At their ends facing the draw-
ing bench the fixed beams 41 carry extension arms 42
which are extensible opposite to the conveying direc-
tion T and shown in greater detail in side elevational
view in FIGS. 2a to 2e. The extension arms 42 likewise
may be driven in synchronism by a common shaft (not
shown) from a common drive, and they have an engage-
ment shoulder 46. The extension arms 42 are disposed at
a slightly higher level than the level of the piling table
4, being disposed, for example, 10 mm higher.

Transfer beams 43 of which only one is shown in
FIG. 1 are disposed parallel and adjacent to the fixed
beams 41. The transfer beams 43 each include a lift
member 44 and a transfer member 45. The transfer
member 45 is movable in conveying direction T by a
transfer path V4 into the saw roller bed 5, the transfer
beam 43 being adapted to be raised above the level of
the piling table 4 by a stroke Hy (FIG. 2c). Separate
drives which all transfer beams have in common are
provided for the lifting and transfer motions, as will be
explained, by way of example of the drives of the trans-
fer beams 23 in the area of the cooling table 2, with
reference to FIGS. 3 to 5.

The lifting drive which all lift members 24 of the
transfer beams 23 have in common comprises a pressure
fluid cylinder 60 (FI1G. 3) acting through a lever 61 on
a continuous shaft 62. Toggle levers 63 are mounted on
the shaft 62 at spacings corresponding to those between
the transfer beams 23. At one arm these toggle levers
are pivotally connected to a lift member 24, while an
articulated connection through a rod 64 is provided
between the respective other arm and another toggle
lever 65. The toggle levers 65 are fixed for rotation on
a shaft 66 disposed parallel to shaft 62 and are likewise
pivotally connected to the lift members 24 at their other
ends, at 67. Of course, the toggle levers may be replaced
by one-arm levers disposed axially spaced on the shaft.
The shafts 62, 66 are supported by bearings (not shown)
in a casing.

The transfer members 25 follow the lifting motion of
the lift members 24 and are displaceable in the same by
a common transfer drive in accordance with FIGS. 4
and 5. The transfer drive means comprises a common
continuous shaft 70 on which a pinion 71 each, in corre-
spondence with each transfer member, is fixed for rota-
tion. The bearings of the shaft are indicated at 72. At
each transfer member 25 a rack 73 is fixed in such a
manner that it meshes with the pinion 71. The transfer
member 25 is moved in the C-shaped member 24, which
acts as a guide, upon rotation of the shaft 70.

It is apparent that in order to displace a profile S;
from runout conveyor 1 to drawing bench 3, the lifter
means 26 transfers the profile onto the left hand end of
transfer member 25, as shown in FIG. 2d, whereupon
the transfer member 25 is displaced to the right to the
extent of the horizontal stroke V3, whereupon the trans-
fer beam means 23 is lowered by the vertical stroke H.
The transfer member 25 is shifted to the left by the
horizontal stroke V3, whereupon transfer beam means
23 is elevated by the vertical stroke Hj to lift the profile
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6
from the fixed beams 21. The transfer member 25 is
shifted to the right by the stroke V3, and the step-by-
step transfer of the profile is continued until it reaches
the right hand end of the transfer beam 23, whereupon
the extension arms 27 are opesated to transfer the pro-
file to the drawing bench station 3.

Obviously, the drive means described may also be of
different conventional design. For instance, instead of
the rack 73 and pinion 71 drive, a chain drive may be
provided for generating the transfer motion of the trans-
fer members 25.

Operation of the above means will now be described
with reference to FIGS. 2a to 2¢, FIGS. 6,7 and 9,10
respectively. In operating position according to FIG. 22
the extension arms 22 at the fixed beams 21 of cooling
table 2 and the extension arms 42 at the piling table 4 are
extended toward the drawing bench 3 so as to transmit
an extrusion profile S3 from the cooling table 2 to the
drawing bench 3 and/or from the drawing bench 3 to
the piling table 4. In this condition the transfer beams 23
and 43 are disposed in their bottom position.

In FIG. 2b the transfer beams 23 are as well shown in
their lower basic position. In the area of the piling table
the extension arms 42 are retracted, having moved an
extrusion profile S; upon drawing from the drawing
bench into the area of the piling table. As shown, by
their engagement shoulder 46 the transfer beams 42
have moved an extrusion profile S4 placed on the beams
41,43 of the piling table against a pile of extrusion pro-
files Sp. At this time, the transfer beams 43 are in their
lower position.

During the operating step illustrated in FIG. 2¢, 6b,
7b the lifters 26 are extended from the lift members 24 of
the transfer beams 23 at low level thereof (approxi-
mately 30 mm below the level -=zero of the runout
conveyor 1) below an extrusion profile S; on the runout
conveyor.

In the area of the piling table, the transfer beams 43
are raised by a stroke Hy so that all extrusion profiles on
this table are lifted above the level of the piling table, i.e.
of the fixed beams 41 (by approximately 30 mm, i.e.
approximately 20.-mm above the level *zero since the
fixed beams of the piling table are at a level of —10
mm). At this time, the extension arms 42 are retracted
into their basic position at the fixed beams 41.

According to FIG. 2d the transfer members 25 now
carry out a liftstroke Hj, with the lifter 26 extended, so
as to lift the extrusion profile S; from the runout con-
veyor. At this time, the extension arms 22 may be ex-
tended. As the transfer beams 43 are lowered by the
stroke Hj and the extension arms 42 at the piling table
are extended in the direction of the drawing bench
(FIGS. 94,10a).

During the next step according to FIG. 2¢, 6a, 7a and
95, 105 first of all, the lifters 26 of the transfer beams 23
are retracted, with the transfer beams 23 in raised posi-
tion. In this manner the extrusion profile S; is moved
from the runout conveyor into the area of the cooling
table 2. In raised position the transfer members cover a
preselected transfer path V3 in conveying direction T. If
desired, an extrusion profile S is transmitted to. the
drawing bench 3 by means of the extension arms 27.

In the area of the piling table, with the transfer beam
means 43 in raised position, the transfer members 45 are
moved toward the saw roller bed to transmit the pile of
extrusion profiles Sp to the saw roller bed 5 (FIG.
95,105). :
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In the next step corresponding to FIG. 2a the transfer
beam means 23 have again been lowered into their basic
position and moved back. The transfer beam means 43
also have been lowered and moved back into the basic
position as shown in FIG. 2a.

The path of the transfer movement V3 of transfer
member 25 is infinitely variable. All drive movements,
including lifting movements may be program-con-
trolled according to a predetermined course so that the
extrusion profiles can be handled from the runout con-
veyor to the sawing in piles on the saw roller bed with-
out any manual interference and without any damage.

Of course, common transfer drive means such as
described with reference to FIGS. 4 and 5 may be pro-
vided to effect all transfer movements of the arms,
beams or members 22,25,26,27,42,45 disposed at beams
21,23,41,43.

In FIGS. 7 to 10 the arrangement according to the
invention is shown in more detail, and same parts are
numbered by same reference numerals and not de-
scribed in detail again.

In FIGS. 6a, 6b, 7a reference numeral 24’ designates
guides which are fixed to corresponding lift members 24
for instance by welding. Each guide 24’ serves as a
guide means for a lifter 26 which therefore is guided for
horizontal movement of a constant stroke V3¢ towards
the runout conveyor 1 and away from it. In a similar
manner guides 27" are fixed on the sides of the lift mem-
bers 24 at their drawing bench facing ends. In this
guides 27" the extension arms 27 are guided to a hori-
zontal movement of a distance V37 in direction towards
the drawing bench and away from it.

In FIG. 7b horizontal drive means are schematically
shown, i.e. a left drive means 30 for the transfer mem-
bers 25 (which are guided to a horizontal movement of
variable length V3 along the lift members 24) and a right
drive means 31 for the lifters 26 guided in the guides 24'.

These drive means are described in the following at
hand of FIG. 7b and FIG. 8 showing in the sectional
view C—C the left drive means 30 and in the sectional
view D—D the right drive means 31.

Each of these drive means has a pair of double-acting
piston cylinder units 32, 33, at the piston rods at 34,35 of
which the ends of a chain 36 are coupled. The chain is
wound around a first sprocket wheel 37 which is fixed
to a second sprocket wheel 38 of greater diameter, the
sprocket wheel 38 cooperating with a rack or chain 39
fixed to the underside of the transfer member 25 or lifter
26 respectively and shown only in FIG. 8. The unit
comprising the sprocket wheels 37,38 is rotatably fixed
with a shaft 100 or 101 respectively carrying further
sprocket wheels 38 (not shown) to cooperate with cor-
responding racks 39 in order to transmit the rotating
movement of sprocket wheel 36 as well to transfer
members 25 and lifters 26 which are arranged parallel to
the transfer members and lifters shown in FIGS. 6 and
7.

Whereas the piston stroke of the cylinders 32,33 of
the left drive means 30 is controlled to be variable in
length the piston stroke of the piston-cylinder units 32,
33 of the righthand drive means is constant.

The elevating drive means to effect the lifting move-
ment of the lift members 24 carrying the transfer mem-
bers 25 corresponds basically to the drive means de-
scribed above and shown in FIGS. 3 to 5. The lifting
movement is caused by a cylinder 60 which acts on a
linkage comprising levers 61 and 63 mounted on a com-
mon shaft 62 and acting through a connection rod 64 to
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a second linkage comprising levers 65,67 mounted on a
common shaft 66. The common shafts 62,66 may be
recognized in FIGS. 6 and 7. Thus it is clear that a
lifting movement of the lift members 24 for a constant
stroke Hj, a horizontal movement of the lifters 26 of
constant stroke V3¢ and a horizontal movement of the
transfer members 25 of a varible stroke V; may be per-
formed and controlled independently of each other in a
timed relationship as described above.

The horizontal drive of the extension arms 42 guided
at the fixed beams 41 in the area of the piling table
(FIGS. 9,10) is performed by further drive means which
are however constructed as described in connection
with FIGS. 7b and 8 and therefore full description is not
necessary. It is to be noted, however, that the drive
means 30,31 of FIGS. 7b and 8 are lifted together with
the lifting movement of lift member 24. In the same
manner the horizontal drive means represented sche-
matically by a sprocket wheel 103 in FIGS. 10z and 105
will be lifted together with the lifting movement of the
lift member 44 whereas the horizontal drive means for
the extension arms 42 represented by a sprocket wheel
104 are not to be lifted as the extension arms 42 under all
conditions of operation remain on one and the same
level.

The lift drive means for the lift members 44 and
thereby the transfer members guided on said lift mem-
bers 44 for a horizontal movement is of the same nature
as the lift drive means described above in connection
with FIGS. 3 and 7b and therefore only schematically
depicted in FIGS. 102 and 106 and designated by refer-
ence numeral 105 in general.

What I claim is:

1. Conveying apparatus for conveying extrusion pro-
files (S) from the runout conveyor (1) of an extrusion
press in a horizontal transfer direction (T) normal to the
longitudinal extrusion axis of the press, comprising
(a) a cooling table station (2) including a plurality of

coplanar parallel horizontally spaced fixed beams

(21) arranged normal to the runout conveyor; and
(b) means for transferring an extrusion profile from said

runout conveyor to said cooling station fixed beams,

including

(1) a plurality of parallel transfer beam means (23)

arranged parallel with and between said fixed
beams, each of said transfer beam means including
(a) 2 horizontal lift member (24);
(b) a transfer member (25) mounted for horizontal
longitudinal displacement on said lift member;
(c) elevating means (61-69) including a pressure
fluid cylinder (60) for vertically displacing said
lift member through a given vertical stroke (Hy)
relative to said fixed beams; and

(d) first drive means (38, 39; 71, 73) for longitudi-
nally displacing said transfer member through a
given horizontal stroke (V) relative to said lift
member; and

(2) lifter means for transferring an extrusion profile

from the runout conveyor to said transfer member,

said lifter means including

(a) a lifter member (26) connected with said lift
member for longitudinal displacement through a
given horizontal stroke (V26) between retracted
and extended positions relative to said lift mem-
ber, said lifter member being positioned, when
extended, beneath said runout conveyor when
said lift member is in its lowered position; and
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(b) second drive means (31) for displacing said
lifter member between its extended and retracted
positions relative to said transfer member.

2. Apparatus as defined in claim 1, wherein said first
drive means (38, 39; 71, 73) is adjustable in steps to
produce a displacement stroke (V) of infinitely variable
path length.

3. Apparatus as defined in claim 2, wherein said first
drive means includes rack and pinion means (71, 73).

4. Apparatus as defined in claim 1, wherein said ele-
vating means further includes

parallelogram lever means (63, 65) connecting said

cylinder (60) with said lift member.

5. Apparatus as defined in claim 1, and further includ-
ing a drawing station (3) on the opposite side of said
cooling station from said runout conveyor, and further
including an extension arm (27) connected with the
other end of said transfer member for longitudinal dis-
placement between retracted and extended positions
relative to said transfer member, said extension arm in
the extended position extending within said drawing
station.

6. Apparatus as defined in claim 5, and further includ-
ing extension arms (22) mounted for movement on said
fixed beams for displacement between retracted and
extended positions relative to said fixed beams, said
extension arms, when in the extended position, extend-
ing within said drawing station.

7. Apparatus as defined in claim 5, and further includ-

15

20

25

ing a piling station (4) arranged on the opposite side of 30

said drawing station from said cooling station, and a
saw conveying station (5) arranged on the opposite side
of said piling station from said drawing station, said
piling station including a plurality of horizontally
spaced fixed beams (41) parallel with the fixed beams
(21), of said cooling station, and means including a sec-
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ond group of transfer beam means (43) for transferring

an extrusion profile from the drawing station to the

piling station fixed beams.

8. Apparatus as defined in claim 7, and further includ-
ing further extension arms (42) connected with the ends
of the piling table fixed beams (41) adjacent the drawing
station for longitudinal displacement between retracted
and extended positions relative to said fixed beams, said
further extension arms, when in the extended condition,
extending within said drawing station.

9. Apparatus as defined in claim 8, and further includ-
ing a second group of transfer beam means (43) ar-
ranged parallel with and between said piling station
fixed beams, said second transfer beam means including
(2) a second horizontal lift member (24);

(b) a second transfer member (45) mounted for horizon-
tal displacement on the end of said second lift mem-
ber adjacent the saw conveying station;

(©) elevating means for vertically displacing said lift
member through a given vertical stroke (Hy) relative
to said piling station fixed beams; and

(d) drive means for longitudinally displacing said sec-
ond transfer member through a second horizontal
stroke (V) relative to said second lift member;

() the transfer path of said second transfer member
extending within the saw conveying station.

10. Apparatus as defined in claim 9, wherein the ex-
tension arm means (27) on the cooling station transfer
member is driven in synchronism with the extension
arms (42) in the fixed beams of the piling station.

11. Apparatus as defined in claim 9, wherein said
second lift members (44) are liftable in synchronism to
lift said second transfer members (45) to a level above
the support surfaces of the extension arms (42) associ-

‘ated with the fixed beam means of the piling station.
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